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1
MOLDED GAME BALL

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application is based on and claims priority to U.S.
Provisional Application Ser. No. 61/505,792, filed on Jul. 8,
2011, which is incorporated herein by reference in its entirety.

STATEMENT REGARDING FEDERALLY
SPONSORED RESEARCH OR DEVELOPMENT

Not applicable.

BACKGROUND OF THE INVENTION

1. Field of the Invention

The present invention is directed toward a molded game
ball and a process for making the same, and in particular, to a
molded game ball that closely resembles a conventional,
stitched competition softball or baseball and a two-step pro-
cess for making the same.

2. Description of Related Art

Conventional, competition softballs and baseballs include
an inner core that is enclosed by a pair of figure eight shaped
cover panels. The cover panels are hand stitched together
along their peripheral edges. Hand stitching softball and base-
ball cover panels is a labor-intensive process that increases
the cost of producing softballs and baseballs. Accordingly,
several methods have been developed for producing these
balls that do not require hand stitching. One such method is
molding the entire ball or a portion of the ball with simulated
stitching on an outer surface of the ball. While this method is
suitable for manufacturing low cost, replica softballs and
baseballs, conventional molded balls are not acceptable
replacements for competition ready balls for a variety of
reasons. For example, a conventional molded ball typically
has a mold line that is formed on the ball during the molding
process because of the joint between the two halves of the
mold that is used to create the ball. Additionally, conventional
molded balls do not typically closely resemble stitched balls.
Accordingly, the industry does not accept molded balls as
suitable replacements for competition ready stitched balls.

BRIEF SUMMARY OF THE INVENTION

The present invention is directed toward a molded game
ball and a process for making the same. The game ball is made
by a two-step molding process whereby a relatively thin blad-
der-type outer cover having a pattern that mimics the seam
and stitches of a conventional game ball is first formed in a
mold, and then material is injected into an interior volume
enclosed by the outer cover to form an inner core that perma-
nently bonds with the outer cover.

The mold has a pattern positioned to mimic the inverse of
the seam and stitch pattern that will be formed on the outer
cover. Preferably, the mold has first and second halves that are
each shaped like one of the cover panels of a conventional
softball or baseball. Preferably, the mold pattern is formed in
the inner surface of each of the first and second halves adja-
cent to the peripheral edges of the halves so that the mold line
is not discernible, but instead appears to be the seam of a
conventional game ball. Preferably, the core material is
injected into the outer cover through an orifice in the area of
the stitch pattern so as to ensure that no discernible mold
injection point is formed on the game ball. The game ball
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made according to this process is preferably a softball or
baseball that closely resembles a conventional, stitched com-
petition softball or baseball.

The present invention is also directed toward a game ball
having a molded outer cover with a stitch pattern that mimics
the pattern of a seam of a conventional game ball. The ball has
an inner core that is enclosed by the outer cover and that is
permanently bonded with the outer cover. The inner core is
molded within the outer cover after the outer cover is molded.
Preferably, the game ball is a softball or baseball that has no
discernible mold line or mold injection point. Preferably, the
game ball closely resembles a conventional, competition soft-
ball or baseball.

Additional aspects of the invention, together with the
advantages and novel features appurtenant thereto, will be set
forth in part in the description which follows, and in part will
become apparent to those skilled in the art upon examination
of the following, or may be learned from the practice of the
invention. The objects and advantages of the invention may be
realized and attained by means of the instrumentalities and
combinations particularly pointed out in the appended
claims.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a perspective view of a game ball in accordance
with the present invention;

FIG. 2 is a side elevational view of the game ball of FIG. 1;

FIG. 3 is a cross-sectional view taken through the line 3-3
in FIG. 2;

FIG. 4 is an up-close cross-sectional view of a portion of a
stitch pattern of the game ball;

FIG. 5 is an exploded view of a mold for producing the
game ball of FIG. 1;

FIG. 6 is a perspective view of one half of an inner portion
of the mold shown in FIG. 5;

FIG. 7 is a top plan view of the mold as assembled; and

FIG. 8 is a cross-sectional view taken through the line 8-8
in FIG. 7.

DETAILED DESCRIPTION OF PREFERRED
EMBODIMENT

Referring to FIG. 1, a molded game ball in accordance with
the present invention is shown generally as 10. Game ball 10
is a softball or baseball; however, it is within the scope of the
present invention for game ball 10 to be a different type of
ball. The game ball 10 has a molded outer cover 12 and an
inner core 14 (FIG. 3) that is enclosed by and permanently
chemically bonded with the outer cover 12. As discussed in
more detail below, the material for forming the inner core 14
is injected within the outer cover 12 after the outer cover 12
has already been formed.

Outer cover 12 has two relatively smooth generally
C-shaped sections 16 and 18 that are bordered by a stitch
pattern 20 mimicking the appearance and texture of the seam
and stitching of a conventional, competition softball or base-
ball. The C-shaped sections 16 and 18 and stitch pattern 20 are
formed together as an integral round cover. C-shaped sections
16 and 18 have the same size, shape, and appearance as the
cover panels of a conventional, competition softball or base-
ball. Stitch pattern 20 has the same size, shape, and appear-
ance as the stitching and seam of a conventional, competition
softball or baseball.

Referring to FIGS. 2 and 4, stitch pattern 20 includes a
shallow groove 22 that is positioned between C-shaped sec-
tions 16 and 18. The groove 22 mimics the appearance of the



US 9,101,800 B2

3

joint between the abutting cover panels of a conventional
softball or baseball. Stitch pattern 20 also includes a plurality
of shallow pin-hole shaped depressions, one of which is
shown as 24, adjacent C-shaped section 16 that are spaced
equidistant from each other and from groove 22, and a plu-
rality of shallow pin-hole shaped depressions, one of which is
shown as 26, adjacent C-shaped section 18 that are spaced
equidistant from each other and from groove 22. The depres-
sions 24 and 26 mimic the appearance of the holes formed in
the cover panels of a conventional softball or baseball through
which stitching is threaded to join the panels. Stitch pattern 20
includes a plurality of stitch shaped protrusions, one of which
is shown as 28, that extend from fixed points along groove 22
to one of depressions 24 on C-shaped section 16. These pro-
trusions generally extend from groove 22 atabout a 45 degree
angle and are positioned generally parallel one another. A
plurality of stitch shaped protrusions, one of which is shown
as 30, also extend from the fixed points along groove 22 to one
of depressions 26 on C-shaped section 18. These protrusions
generally extend from groove 22 at about a 45 degree angle
and are positioned generally parallel one another such that the
protrusions on each section together define a series of arrow
shaped protrusions. The protrusions on outer cover 12 mimic
the appearance of the stitching on a conventional baseball or
softball.

Referring to FIG. 4, C-shaped sections 16 and 18 of outer
cover 12 have outer surfaces 32 and 34, respectively, that are
generally smooth to mimic the appearance of the outer sur-
faces of the cover panels of a conventional baseball or soft-
ball. Outer cover 12 has a plurality of surfaces, one of which
is shown as 36, that are positioned between adjacent protru-
sions 28 from groove 22 to depressions 24. Likewise, outer
cover 12 has a plurality of surfaces, one of which is shown as
38, that are positioned between adjacent protrusions 30 from
groove 22 to depressions 26. As shown in FIG. 4, surfaces 36
and 38 are raised above surfaces 32 and 34 to mimic the
appearance of the peripheral edge or seam area of the cover
panels of a conventional baseball or softball which are raised
relative to the remainder of the outer surface of the cover
panels when the cover panels are stitched together. Although
surfaces 36 and 38 are shown in FIG. 4 as being generally flat,
it is within the scope of the invention for surfaces 36 and 38 to
be curved or undulated to more closely mimic the appearance
of the peripheral edge or seam area of the cover panels of a
conventional softball or baseball.

The outer cover 12 and inner core 14 of game ball 10 are
preferably formed from polyurethane according to the pro-
cess described below, albeit other suitable materials may be
used for outer cover and/or inner core. Outer cover 12 is
preferably formed of a relatively high density polyurethane
that provides a protective and durable skin. Inner core 14 is
preferably formed of a lower density rigid polyurethane foam
to give it good hitting distances and flight characteristics. The
outer cover 12 preferably has a thickness of between approxi-
mately 1.4 to 1.6 millimeters, and most preferably a thickness
of approximately 1.5 millimeters. The ball 10 preferably has
approximately the same diameter, density, and weight as any
type of conventional, competition baseball or softball.

The finished game ball 10 preferably travels a farther dis-
tance when hit than a conventional competition baseball or
softball. It is believed that the longer distance is attributable to
the permanent chemical bond between the outer cover 12 and
inner core 14 which prevents slippage between the outer
cover 12 and inner core 14. It is believed that the longer
distance is also attributable to the polyurethane material that
is used for the outer cover 12 which has a greater coefficient
of friction than the material used for conventional game balls.
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A process for making ball 10 is described below with
reference to FIGS. 5-8. Ball 10 is produced in the mold 100
that is shown in FIG. 5. Mold 100 includes an inner mold 102
and an outer, constraining mold 104. Inner mold 102 has
mating first and second halves 106 and 108, and constraining
mold 104 has mating first and second halves 110 and 112.
Each of halves 106 and 108 of first mold 102 is generally
C-shaped and corresponds with the C-shape of the sections 16
and 18 ofball 10 shown in FIGS. 1 and 2. The halves 106 and
108 have mating peripheral edges 114 and 116, respectively,
that mate where the groove 22 of outer cover 12 is formed.
Because the first and second halves 106 and 108 mate where
groove 22 is formed, no discernible mold line is formed on the
outer cover 12 of'ball 10 during the molding process. Instead,
the mold line appears to be the seam of a conventional ball.
The peripheral edge 116 of second half 108 overlaps the
peripheral edge 114 of first half 106 when the halves 106 and
108 mate.

Referring to FIG. 6, first half 106 has an outer surface 120
and an inner surface 132 with a relatively smooth section 134
for forming the generally smooth C-shaped section 16 of ball
10. The inner surface 132 also has a plurality of hemispherical
protrusions, one of which is shown as 136, for forming
depressions 24 in the outer cover 12 of ball 10, a plurality of
grooves, one of which is shown as 138, for forming protru-
sions 28 in outer cover 12, and a rounded protrusion 140 for
forming one half of groove 22 in outer cover 12. The inner
surface 132 also includes a plurality of surfaces 142 posi-
tioned between adjacent grooves 138 from rounded protru-
sion 140 to protrusions 136 for forming the surfaces 36 on ball
10. While surface 142 is shown as being flat, it is within the
scope of the invention for the surface 142 to be curved or
undulated so that surface 36 on ball 10 more closely
resembles a conventional baseball or softball as described
above.

The hemispherical protrusions 136, grooves 138, rounded
protrusion 140, and surfaces 142 on first half 106 form one
half of a pattern that is sized and configured to mimic the
inverse of the pattern of the stitching and seam of a conven-
tional, stitched competition softball or baseball. Second half
108 (FIG. 5) also has an outer surface 126 and an inner surface
146 that is configured in a similar manner as the inner surface
132 of first half 106 for forming the outer surface 12 of ball
10. Like the inner surface 132 of first half 106, the inner
surface 146 of second half 108 has protrusions and grooves
that form one half of a pattern that mimics the inverse of the
pattern of the stitching and seam of a conventional, stitched
competition softball or baseball such that the first and second
halves 106 and 108 when mated form a complete pattern that
mimics the inverse of the stitching and seam on a conven-
tional stitched softball or baseball. The pattern on the inner
surfaces 132 and 146 of first and second halves 106 and 108
forms the stitch pattern 20 on the outer cover 12 of ball 10.

Referring to FIG. 5, first half 106 has an inlet/outlet struc-
ture 160 that extends outward from peripheral edge 114, and
second half 108 has an inlet/outlet structure 162 that extends
outward from peripheral edge 116. Inlet/outlet structure 160
includes an outer wall 164 and an inner wall 166. Inlet/outlet
structure 162 also includes an outer wall 168 and an inner wall
(not shown). When inlet/outlet structures 160 and 162 mate,
the inner and outer walls of the structures 160 and 162 form an
inlet 172 and a pair of outlets 174 and 176, shown in FIG. 7.
Inlet 172 receives the material that forms outer cover 12 and
inner core 14 of ball 10, while outlets 174 and 176 allow air to
vent and exit from the mold 100 during the molding process.

Referring to FIG. 5, the first and second halves 110 and 112
of'the constraining mold 104 are substantially identical. Thus,
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only first half 110 is described in detail herein. The first half
110 is a rectangular prism having a top side 1784, bottom side
(not shown), left side 1784, right side (not shown), front side
178¢, and back side (not shown). A hemispherical depression
180 is formed in front side 178¢ for receiving inner mold 102.
There is also arecess 182 that is formed in the front side 178¢
and that extends from hemispherical depression 180 to top
side 178a to form an opening 184 in top side 178a. When first
and second halves 110 and 112 mate, depression 180 and
recess 182 in first half 110 and a corresponding depression
and recess (not shown) in second half 112 receive inner mold
102.

A process for making ball 10 in mold 100 begins with
forming outer cover 12 by rotational molding. The first and
second halves 106 and 108 of inner mold 102 are mated
together and positioned within the hemispherical depression
180 and recess 182 in constraining mold 104. The first and
second halves 110 and 112 of the constraining mold are then
mated together as shown in FIG. 7 and preferably clamped
together. A liquid material is inserted into the inner mold 102
through inlet 172. The mold 100 is rotated so that the liquid
material generally evenly coats the inner surfaces 132 and
146 of the inner mold 102. Air from the molding process
escapes through outlets 174 and 176 (FIG. 7). The liquid
material hardens as the mold 100 rotates to form a relatively
thin and uniform outer cover 12 of ball 10. Preferably, the
liquid material inserted into the mold 100 is liquid polyure-
thane. After the rotational molding process, outer cover 12 is
a flexible hollow sphere or bladder that encloses an interior
volume. The stitch pattern 20, shown in FIG. 1, on outer cover
12 is formed by the pattern described above on the inner
surfaces 132 and 146 of inner mold 102. Although outer cover
12 is described herein as being formed by rotational molding,
it is also within the scope of the invention to form outer cover
12 by blow molding.

After outer cover 12 is formed and solidifies within mold
100, a core material is injected through inlet 172 (FIG. 7) into
the interior volume enclosed by outer cover 12 to form the
inner core 14 of ball 10. The core material forms inner core 14
and permanently, chemically bonds with the outer cover 12.
Inlet 172 is positioned so that the core material is injected
through the groove 22 of stitch pattern 20 formed in outer
cover 12, which ensures that no discernible injection point is
formed on the outer cover 12 during the molding process.

Preferably, the core material is injected into the outer cover
12 during a reaction injection molding process. The core
material preferably comprises isocyanate and resin that are
injected into the outer cover 12 and that chemically react to
form a polyurethane inner core 14 that permanently, chemi-
cally bonds to outer cover 12, which is also polyurethane. The
isocyanate and resin injected into the outer cover 12 prefer-
ably comprise approximately one third of the volume within
the outer cover 12. The isocyanate and resin then react and
expand to fill the entire volume within the outer cover 12.
Preferably, after the isocyanate and resin are injected into the
outer cover 12, the mold 100 is flipped or rotated and fed
through a heat tunnel for approximately two minutes while
the inner core 14 cures. While the inner core 14 cures, air
escapes through outlets 174 and 176 (FIG. 7) of mold 100.
Mold 100 is flipped or rotated while the inner core 14 cures so
that air bubbles within the inner core 14 either escape through
the outlets 174 and 176 or are approximately evenly distrib-
uted throughout the inner core 14 to ensure that the inner core
14 has a generally consistent density. Air escaping mold 100
through outlets 174 and 176 may cause the portion of outer
cover 12 adjacent outlets 174 and 176 to be softer than the
remainder of the outer cover 12. Because the outlets 174 and
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176 are positioned adjacent to the stitch pattern 20 of outer
cover 12, the soft spot of outer cover 12 formed by the escap-
ing air is within the stitch pattern 20. Having a soft spot within
stitch pattern 20 does not generally affect the performance or
desirability of the ball 10 because the compression of con-
ventional softballs and baseballs is not tested along the stitch
pattern 20.

After the inner core 14 hardens and permanently chemi-
cally bonds with outer cover 12, the first and second halves
110 and 112 of constraining mold 104 are separated and the
first and second halves 106 and 108 of inner mold 102 are
separated to remove ball 10. Because the first and second
halves 106 and 108 mate along the groove 22 of outer cover
12, no discernible mold line is formed in the outer cover 12
after the ball 10 is removed from the inner mold 102. After the
ball 10 is removed from mold 100, paint or ink is preferably
applied to the rectangular protrusions 28 and 30 so that they
take on the appearance of the stitching of a conventional,
stitched competition baseball or softball. The game ball 10 is
then ready for use in the same manner as a conventional
stitched baseball or softball.

From the foregoing it will be seen that this invention is one
well adapted to attain all ends and objectives herein-above set
forth, together with the other advantages which are obvious
and which are inherent to the invention.

Since many possible embodiments may be made of the
invention without departing from the scope thereof, it is to be
understood that all matters herein set forth or shown in the
accompanying drawings are to be interpreted as illustrative,
and not in a limiting sense.

While specific embodiments have been shown and dis-
cussed, various modifications may of course be made, and the
invention is not limited to the specific forms or arrangement
of parts and steps described herein, except insofar as such
limitations are included in the following claims. Further, it
will be understood that certain features and subcombinations
are of utility and may be employed without reference to other
features and subcombinations. This is contemplated by and is
within the scope of the claims.

What is claimed and desired to be secured by Letters Patent

is as follows:

1. A game ball, comprising:

a molded outer cover comprising:

a mold line formed in the outer surface of said cover that
mimics the pattern of a seam of a conventional baseball
or softball, wherein said mold line comprises a groove
positioned between two C-shaped cover sections that are
integrally formed together to define said molded outer
cover, wherein said C-shaped cover sections have the
same size, shape and appearance as the figure eight
shaped cover panels of a conventional softball or base-
ball,

a raised stitch pattern positioned along said mold line com-
prising a plurality of stitched shaped protrusions extend-
ing at an angle from fixed points along said groove to a
plurality of corresponding depressions formed in said
C-shaped sections, wherein each of said plurality of
corresponding depressions provided in one of said
C-shaped sections are spaced equidistant from another
one of said corresponding depressions and from said
groove; and

a plurality of raised surfaces positioned between adjacent
protrusions and extending from said groove to said cor-
responding depressions.

2. The game ball of claim 1, wherein said outer cover

comprises polyurethane.
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3. The game ball of claim 2, wherein said outer cover
comprises high density polyurethane.

4. The game ball of claim 1, wherein said game ball addi-
tionally comprises an inner core that it is enclosed by said
outer cover.

5. The game ball of claim 4, wherein said inner core com-
prises polyurethane.

6. The game ball of claim 4, wherein said inner core is
permanently bonded with the outer cover.

7. The game ball of claim 6, wherein said outer cover
comprises polyurethane.

8. The game ball of claim 7, wherein said outer cover
comprises high density polyurethane.

9. The game ball of claim 8, wherein said inner core com-
prises low density rigid polyurethane foam.

10. The game ball of claim 6, wherein said ball has approxi-
mately the same diameter, density and weight as a conven-
tional competition baseball or softball.

11. The game ball of claim 1, wherein said depressions are
pin-hole shaped depressions that mimic the appearance of the
hole formed in the cover panels of a conventional softball or
baseball through which stitching is threaded to join the pan-
els.
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12. The game ball of claim 1, wherein said protrusions
generally extend from said groove at about a 45 degree angle.

13. The game ball of claim 1, wherein said plurality of
raised surfaces mimic the appearance of the peripheral edge
or seam area of the cover panels of a conventional baseball or
softball which are raised relative to the remainder of the outer
surface of the cover panels when the cover panels are stitched
together.

14. The game ball of claim 13, wherein said raised surfaces
are generally flat.

15. The game ball of claim 13, wherein said raised surfaces
are curved or undulated.

16. The game ball of claim 2, wherein said outer cover has
a thickness of between approximately 1.4 to 1.6 millimeters.

17. The game ball of claim 16, wherein said outer cover has
a thickness of approximately 1.5 millimeters.

18. The game ball of claim 9, wherein said ball has approxi-
mately the same diameter, density and weight as a conven-
tional competition softball or baseball.

19. The game ball of claim 18, wherein said inner core is
permanently chemically bonded with the outer cover.
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